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1
LAMINATE MATERIAL

CROSS REFERENCE TO RELATED
APPLICATIONS

This application is a divisional application of U.S. patent
application Ser. No. 12/779,840, filed on May 13, 2010,
which is a continuation of International Application PCT/
NZ2007/000123, filed on May 22, 2007. The entire content of
each and every one of the applications identified above is
hereby incorporated herein by reference. International Appli-
cation PCT/NZ2007/000123 entered the National Phase in
the U.S. on Nov. 21, 2008 as application Ser. No. 12/302,009
and claims priority to New Zealand Application No. 547452,
filed on May 23, 2006 and New Zealand Application No.
551963 Dec. 8, 2006.

FIELD OF THE INVENTION

The present invention relates to a laminate material and the
method by which it is produced. More particularly but not
exclusively it relates to a laminate material having one or
more internal layers of polyester resin, and its method of
preparation and shaping.

BACKGROUND OF THE INVENTION

In one aspect the invention relates to the technology of
building materials. Glass is a very common such material.
Although it has a number of advantages, transparency being
an obvious one, it has a number of disadvantages. Glass is
heavy, breakable and can be difficult to manufacture and to
form. The problems associated with glass include the weight,
lack of insulating and sound proofing properties.

We propose the use of an acrylic. Many variations and
types are used, mainly in signage, walkways building cano-
pies and skylights, for example. It has medium to high impact
resistance, and has good resistance to scratching. However it
is still inferior to glass in a number of areas. Greater thickness
is required over certain dimensions and spans in comparison
to glass.

Any discussion of documents, acts, materials, devices,
articles or the like which has been included in the present
specification is solely for the purpose of providing a context
for the present invention. It is not to be taken as an admission
that any or all of these matters form part of the prior art base
or were common general knowledge in the field relevant to
the present invention, as it existed before the priority date.

It is an object of the present invention to provide a laminate
material of self-supporting character and preferably having
one or more superior properties over glass, particularly when
used as a construction or manufacturing material.

Additionally or alternatively it is an object of the present
invention to provide a laminate material, which can be shaped
or formed.

Additionally or alternatively it is an object of the present
invention to provide a novel method of preparing a laminate
material.

Additionally or alternatively it is an object of the present
invention to provide a laminate material that at least provides
the public with a useful choice.

Other objects of the invention may become apparent from
the following description, which is given by way of example
only.

SUMMARY OF THE INVENTION

In an aspect the invention consists in a self supporting
curved laminate product resulting from curving of a planar
precursor,
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wherein the planar precursor is a self supporting laminate
of'two sheets of an acrylic thermoplastic, or of sheets includ-
ing an acrylic thermoplastic, spaced by, but attaching to, an
interposed thermoset polyester system,

and wherein curving has involved heating of the laminate
sufficient to allow its curving without any substantial degra-
dation of the lamination or its component layers.

Preferably said heating has been into the range of from
105° C. to 120° C.

Preferably one or both sheets is of an acrylic plastic or is at
least primarily acrylic plastic.

Preferably said polyester system has been prepared at least
in part from (A) carboxylic acid(s) or dicarboxylic
acid(s) with (B) a component or components providing (a)
hydroxyl(s) and/or dihydroxyl(s).

Preferably said polyester system involves a co-reactive
monomer.

A preferred co-reactive monomer is styrene or a styrene
derivative or analogue.

Preferably the co-reactive monomer is styrene or a styrene
analogue that is present in the polyester system in a quantity
from 30-55% w/w and most preferably, if styrene, 35-45%
wiW.

Preferably the system when cured has an elongation at
break greater than 150% (preferably greater than 170%).

Preferably the unsaturated polyester resin containing eth-
ylenic unsaturation is present in the range of from 45-70%
wiW.

Preferably the polyester system is or has been catalysed by
free radical initiators, eg; a chemical initiator not reliant upon
UV light. Alternatively, it can have been catalysed by a UV
initiator of free radicals.

Preferably the polyester system has included or includes a
metal salt provider to speed gel time upon initiation. This is
particularly the case if a peroxide free radial initiator such as
a MEKRP is utilised (Methyl Ethyl Ketone Peroxide).

Preferably the level of said metal salt promoter is of the
same order of or is less than the level of inclusion of any such
initiator.

Preferably the level of any such initiator is no more than
about 2% w/w of the system prior to the thermoset.

Preferably the level of such an initiator is less than 1% w/w
of the thermoset system.

Preferably the lamination of the cursor laminate has
involved the laying between the sheets, or the laying on one
sheet and subsequent placement of the second sheet, of a
liquid polyester system and thereafter allowing its thermoset.

Preferably the polyester resin system was a mix of:

45-70% w/w unsaturated polyester resin containing ethyl-
enic unsaturation,

30-55% w/w styrene,

less than 2% w/w catalyst (eg; MEKP), and

less than 2% w/w initiator (eg; metal salt provider).

Preferably the polyester resin system was mixed in the
temperature range 18 to 22° C. (preferably about 20° C.).
Preferably the polyester resin system sets at temperature(s) in
the range 20° C. to 24° C. (preferably 22° C.).

Preferably the polyester resin system was mixed at a
humidity in the range 57% to 67% (preferably about 62%).
Preferably the resin is allowed to thermoset as a result of
chemical initiation and its exothermicity at a humidity in the
range of from 57% to 75% (preferably 62% to 73%) (eg;
about 67%).

Preferably that surface of the acrylic plastic which is to
interface with the polyester system is a clean face, ie; free of
release agents and/or migrating materials from any removed
cover sheet.
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Preferably the surface of the sheets has been subjected to
cleaning with a solvent.

Preferably said sheets have had the surface thereof to be
presented to the polyester system, prior to its thermoset,
cleaned with isopropyl alcohol.

Preferably said “without any substantial degradation™ has
involved some deformation of each layer but has not lead to
any substantial detachment of the polyester system attach-
ment to each said sheet.

Preferably throughout the curving process the interposed
polyester system has remained non liquid, ie; has stretched,
deformed, slipped and/or otherwise changed in shape without
manifesting liquid characteristics, eg; as if it were a rubber or
like material.

Preferably said interposed thermoset polyester system is of
an unsaturated polyester system containing ethylenic unsat-
uration that has been linked with a coreactive monomer.

Preferably the polyester system is one which (without
wishing to be limited to a theory) provides an attachment to
each sheet as a result of either or both

cross linking with any free unsaturation in the acrylic mate-
rial

free monomer solvation of the acrylic material.

Preferably there is both chemical, (ie; said cross linking)
and physical adhesive (ie; free monomer solvation of the
acrylic material) attachment.

Preferably said polyester system has thermoset to a non
tacky form at its interface with the acrylic material and it is
only where there is air access to the material that there is a
residual tackiness. Preferably the material has a pliable physi-
cal character at ambient temperatures.

Optionally the polyester system includes one or more of
pigmentation(s), fire retardant additive(s) and filler(s).

Preferably the laminate is transparent.

Preferably the acrylic sheet(s) have been mixed and/or
cured at about 20° C. and/or about 65% humidity.

In another aspect the invention consists in a self supporting
laminate product comprising or including two sheets of an
acrylic thermoplastic, or of sheets including an acrylic ther-
moplastic, spaced by, but attaching to, an interposed thermo-
set polyester system, the interposed polyester system being of
some or all of, or at least,

Preferably one or both sheets is of an acrylic plastic or is at
least primarily acrylic plastic.

Preferably styrene is present at 35-45% w/w.

Preferably the system when cured has an elongation at
break greater than 150% (preferably greater than 170%).

Preferably the polyester system is or has been catalysed by
free radical initiators, eg; a chemical initiator not reliant upon
UV light. Alternatively, it can have been catalysed by a UV
initiator of free radicals.

The polyester system has preferably included or includes a
metal salt provider to speed gel time upon initiation. This is
particularly the case if a peroxide free radial initiator such as
a MEKRP is utilised (Methyl Ethyl Ketone Peroxide).

Preferably the level of said metal salt promoter is of the
same order of or is less than the level of inclusion of any such
initiator.

Preferably the level of any such initiator is no more than
about 2% w/w of the system prior to the thermoset.

Preferably the level of such an initiator is less than 1% w/w
of the thermoset system.

Preferably the lamination of the cursor laminate has
involved the laying between the sheets, or the laying on one
sheet and subsequent placement of the second sheet, of a
liquid polyester system and thereafter allowing its thermoset.

Preferably the polyester resin system was a mix of:
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45-70% w/w unsaturated polyester resin containing ethyl-
enic unsaturation,

30-55% w/w styrene,

less than 2% w/w catalyst (eg; MEKP), and

less than 2% w/w initiator (eg; metal salt provider).

Preferably the polyester resin system was mixed in the
temperature range 18 to 22° C. (preferably about 20° C.).
Preferably the polyester resin system sets at temperature(s) in
the range 20° C. to 24° C. (preferably 22° C.).

Preferably the polyester resin system was mixed at a
humidity in the range 57% to 67% (preferably about 62%).
Preferably the resin is allowed to thermoset as a result of
chemical initiation and its exothermicity at a humidity in the
range of from 57% to 75% (preferably 62% to 73%) (eg;
about 67%).

Preferably that surface of the acrylic plastic which is to
interface with the polyester system is a clean face, i.e.; free of
release agents and/or migrating materials from any removed
cover sheet.

Preferably the surface of the sheets has been subjected to
cleaning with a solvent.

Preferably said sheets have had the surface thereof to be
presented to the polyester system, prior to its thermoset,
cleaned with isopropyl alcohol.

Preferably said “without any substantial degradation” has
involved some deformation of each layer but has not lead to
any substantial detachment of the polyester system attach-
ment to each said sheet.

Preferably the laminate can be subjected to a curving pro-
cess under non destructive heating during which the inter-
posed polyester system remains non liquid, i.e.; can stretch,
deform, slip and/or otherwise change in shape without mani-
festing liquid characteristics, eg; as if it were a rubber or like
material.

Preferably the polyester system is one which (without
wishing to be limited to a theory) provides an attachment to
each sheet as a result of either or both

cross linking with any free unsaturation in the acrylic mate-
rial

free monomer solvation of the acrylic material.

Preferably there is both chemical, (i.e.; said cross linking)
and physical adhesive (i.e.; free monomer solvation of the
acrylic material) attachment.

Preferably said polyester system has thermoset to a non
tacky form at its interface with the acrylic material and it is
only where there is air access to the material that there is a
residual tackiness. Preferably the material has a pliable physi-
cal character at ambient temperatures.

Optionally the polyester system includes one or more of
pigmentation(s), fire retardant additive(s) and filler(s).

Preferably the laminate is transparent.

Preferably the acrylic sheet(s) have been mixed and/or
cured at about 20° C. and/or about 65% humidity.

In another aspect the invention is a self supporting trans-
parent laminate able to be curved when all layers of the
laminate are heated to a temperature or temperatures unable
to melt any layer to a liquid form, the laminate being of a
transparent polyester system interposed and attaching to
flanking transparent thermoplastic layers (the same or difter-
ent), which thermoplastic layers attach to the polyester sys-
tem by both

cross linking with any free unsaturation in the acrylic mate-
rial

free monomer solvation of the acrylic material.

In another aspect the invention is a self supporting trans-
parent laminate able to be curved when all layers of the
laminate are heated to a temperature or temperatures unable
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to melt any layer to a liquid form, the laminate being of a
transparent polyester system interposed and attaching to
flanking transparent acrylic thermoplastic layers (the same or
different).

In another aspect the invention is a self supporting trans-
parent laminate greater than 3 mm thick able to be curved
when all layers of the laminate are heated to a temperature or
temperatures unable to melt any layer to a liquid form, the
laminate being of a transparent polyester system interposed
and attaching to flanking transparent thermoplastic layers
(the same or different), the polyester system being at least 0.5
mm thick.

The polyester system can account for from 5% to 40% of
overall laminate thickness.

Preferably in any of the foregoing laminates the polyester
system layer is at least 1 mm thick (preferably from 1 to 3
mms thick, eg; about 2 mm)

Preferably the acrylic sheet(s) is (are) at least 0.5 mm thick.
More preferably from 0.5 to 5 mm thick (eg; about 2 mm)

The laminates can be symmetric as to pairing of the acrylic
layers (thickness and/or material), or not. They can be asym-
metric.

The laminates can also, or instead, be symmetric three,
five, seven or more layered panels, or not. A five layer lami-
nate would have two polyester system layers.

In another aspect the invention is a self supporting trans-
parent planar laminate (preferably able to be curved when all
layers of the laminate are heated to a temperature or tempera-
tures unable to melt any layer to a liquid form), the laminate
being of a transparent polyester system interposed and attach-
ing to flanking transparent acrylic thermoplastic layers (the
same or different) (ie; a symmetric three layer system where
the acrylic layers are symmetric with each other and, also
preferably ofthe same thickness as the polyester, the laminate
system having a performance related to a notional variant
having acrylic layers 2 mm thick on the outside and a poly-
ester system 2 mm thick, being able without fracture and/or
delamination to withstand a challenge loading in excess 0of 40
tonnes into its edges, on its minor axis if notionally a rect-
angle of 960x470 mms.

By way of example a polyester resin system in the form of

45-70% w/w unsaturated polyester resin containing ethyl-

enic unsaturation,

30-55% w/w styrene,

less than 2% w/w catalyst (eg; MEKP), and

less than 2% w/w initiator (eg; metal salt provider), and

a thickness of 2 mm, 2 mm and 2 mm through the three

layer laminate, when a rectangular panel of 960x470
mm squeezed on its minor axis can withstand without
delamination between 60 and 80 tonnes.

The present invention therefore envisages laminates analo-
gous to such performing laminates whether to be used in a
planar form or in a curved form.

In another aspect the invention is a transparent laminate of
at least three layers to an overall thickness of greater than 3
mm wherein a polyester resin system as a layer attaches to
each of two acrylic layers the polyester resin system inter-
poses.

In another aspect the invention is a transparent laminate of
at least three layers to an overall thickness of greater than 3
mm wherein a polyester resin system as a layer attaches to
each of two acrylic layers the polyester resin system inter-
poses, the laminate being able to be curved under non destruc-
tive heating to a curved self supporting transparent form.

In another aspect the invention is a transparent laminate of
at least three layers to an overall thickness of greater than 3
mm wherein a polyester resin system as a layer attaches to
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each of two acrylic layers the polyester resin system inter-
poses, wherein the laminate is of any of the kinds previously
defined.

In another aspect the invention is the use or methods of use
and resulting structures of any planar and/or curved laminates
as aforesaid.

In another aspect of the invention there is provided a lami-
nate comprising:

a) a first thermoplastic layer,

b) a second thermoplastic layer, and

¢) a thermoset resin layer intermediate between the first

and second layers, wherein the thermoset layer is
bonded to both layers and wherein there is a degree of
cross linked bonding between the resin and the thermo-
plastic layers.

Preferably the thermoset resin is an unsaturated polyester
resin. More preferably the thermoset resin, prior to curing, is
a solution of a polyester in a monomer. Preferably the cross
linked bonding is between the monomer and unsaturated sites
available for bonding in the thermoplastic layers.

Preferably the monomer is styrene.

Preferably the resin has 30-45% styrene content.

Preferably the resin has an elongation at break of >150%;
more preferably it has an elongation at break of around 170%.
Preferably the resin has a glass transition temperature less
than ambient temperature.

Preferably the styrene of the resin softens the surface of the
thermoplastic layers allowing some degree of penetration of
the resin into the thermoplastic layers.

In one embodiment at least one or both of the thermoplastic
layers is polyethylene terphthalate glycol. In an alternative
embodiment at least one or both of the thermoplastic layers is
acrylic.

Preferably when the thermoplastic layer(s) is/are acrylic
there is cross linking between unsaturated methyl methacry-
late in the acrylic with the styrene monomer of the resin.

Preferably the resin has been catalysed by the addition of a
free radical inhibitor; more preferably by the addition of a
methylethyl ketone peroxide catalyst.

Preferably the acrylic is Polymethyl methacrylate
(PMMA) or poly(methyl 2-methylpropenoate); preferably it
is SHINKOLITE™ acrylic from Mitsubishi Rayon Japan.

Preferably the thermoplastic layer(s) have a degree of sty-
rene resistance; preferably a high degree of styrene resis-
tance. Alternatively or additionally the thermoplastic layer(s)
have a styrene resistant surface coating.

Optionally the thermoplastic sheet(s) may be treated with
one or more of the following:

a mar resistant coating

solar protective additives (added after preparation or in its

resin state upon preparation)
texturing/etching/embossing/paint

applied photographic imagery, transfers or reflective mir-

ror coatings

vinyls and metallic materials such as aluminium can be

bonded and pressed onto outer surfaces

an annealing process

Optionally the thermoset resin may include or be treated
with one or more of the following:

pigmentation

fire retardant additives

filler materials.

Preferably the laminate of the invention is substantially
transparent with a TV (rating total visible light) close to
100%.

Preferably when the thermoplastic sheet(s) is/are acrylic,
they have been mixed under the pour conditions of around 20°
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C. temperature and around 65% humidity, and cured at
around 20° C. and around 65% humidity.

In another aspect of the invention there is provided a
method of preparing a laminate comprising the steps of:

providing resin precursor materials,

adding a catalyst the resin precursor materials to give a

catalysed thermoset resin,

inserting a layer of the catalysed thermoset resin between

two thermoplastic layers, and

allowing the catalysed thermoset resin (the resin) to bond

to the two thermoplastic layers,

wherein the step of allowing the resin to bond to the ther-
moplastic layers includes allowing the resin to cross link with
the thermoplastic layers.

Preferably the catalysted thermoset resin formed in the first
step is an unsaturated polyester resin; more preferably of a
polyester in styrene monomer. Preferably the resin has
30-45% by weight styrene content. Preferably the resin has an
elongation at break of >150%. Preferably the resin has a glass
transition temperature less than ambient temperature.

Preferably the step of bonding includes cross linking
between the thermoplastic layers and the styrene monomer of
the resin. Preferably the step of bonding further includes
softening of the surface of the thermoplastic layers by the
styrene and a degree of penetration of the resin into the
thermoplastic layers.

In one preferred form the thermoplastic layers are acrylic
layers and the step of bonding includes cross linking between
the styrene monomer of the resin with unsaturated methyl
methacrylate sites of the acrylic.

In one embodiment the method is a batch process and the
step of inserting a layer of the resin between two thermoplas-
tic layers comprises pouring liquid (prior to gelation or cur-
ing) resin between two supported thermoplastic sheets and
allowing to cure.

In an alternative embodiment the method is a continuous
process and the step of inserting a layer of the resin between
two thermoplastic sheets comprises advancing a first sheet or
layer of the resin through a laminating station where at least
one or preferably two of the thermoplastic layers contact the
sheet or layer of resin.

In one form of the embodiment the resin is in a pre-gel
state.

In another form of the embodiment the resin is in a gel-like
state, at or near gelation of the resin.

In another form of the embodiment the resin is in a cured
state and the step of advancing the resin may include heating
the resin and/or one or both of the thermoplastic sheets to at
least soften the resin and/or one or both of the thermoplastic
sheets, prior to, or at about the same location as, or after, the
laminating station.

In a further aspect there is provided a laminate material
prepared according the above method.

In a further aspect of the invention there is provided a
method of producing a curved laminate material comprising
the steps of:

providing a laminate as hereinbefore described or pro-

duced according to the abovementioned method,
wherein the thermoset resin has an elongation at break of
>150% and a glass transition temperature less than
ambient temperature,

heating a shaping region of the laminate to a shaping tem-

perature,

shaping the laminate to the desired curvature,

cooling the laminate,
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wherein the step of heating the shaping zone of the lami-
nate comprises heating substantially through all layers (in-
cluding the thermoset and thermoplastic layers) of the lami-
nate in the shaping zone.

Preferably the step of heating the shaping region comprises
applying heat to the shaping region from both a top surface of
the laminate in the shaping region, and a bottom surface of the
laminate in the shaping region.

Preferably the conditions of the heating step, including one
or both of the shaping temperature and the duration of the
heating, is/are not sufficient to resultin annealing of any of the
layers of the laminate in the heating region.

Preferably the step of cooling the shaping region comprises
allowing the laminate to cool to ambient temperature.

Preferably the step of shaping the laminate comprises plac-
ing the substrate over a mould or template and applying
pressure (which may simply be gravity) to one or more
regions of the laminate adjacent the shaping region.

In a further aspect there is provided a curved laminate
material or article incorporating a region of curved laminate
prepared according the above method.

BRIEF DESCRIPTION OF THE DRAWINGS

The invention will now be described by way of example
only and with reference to the drawings in which:

FIG. 1 illustrates a perspective end view showing a trans-
parent laminate constructed with principles of the present
invention;

FIG. 2 illustrates a perspective end view showing a trans-
parent multiple ply constructed with principles of the present;

FIG. 3 illustrates the molecular characteristics of the unsat-
urated polyester resin before the laminated sheet is thermo-
formed into shape;

FIG. 4 illustrates the molecular characteristics of the unsat-
urated polyester resin when the laminated sheet is thermo-
formed into one desired shape;

FIG. 5 illustrates the use of fire retardant and foamed resin
materials;

FIG. 6 preferred thermoforming heating process;

FIGS. 7a,7b, ¢ illustrates side views of the jig of Example
3;

FIGS. 8a and 85 illustrates part of the process of Example
3;

FIG. 9 illustrates delamination; due to absorption of resin
into incorrect rubber type dam seal;

FIG. 10 illustrates light travel in the laminate of the inven-
tion;

FIG. 11 illustrates one form of continuous manufacturing.

DEFINITIONS

As used herein the term “and/or” means “and” or “or”, or
both.

As used herein “(s)” following a noun means the plural
and/or singular forms of the noun.

“The term “comprising” as used in this specification and
claims means “consisting at least in part of”’; that is to say
when interpreting statements in this specification and claims
which include “comprising”, features, other than those pref-
aced by this term in each statement, can also be present.
Related terms such as “comprise” and “comprised” are to be
interpreted in similar manner.”

As used herein is apparent that the term “thermoset” in
respect of the polyester system encompasses a chemical ini-
tiated and/or UV light initiated polymerisation between the
unsaturated polyester resin with its ethylenic unsaturation
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and the coreactive monomer(s). Once there has been such a
thermoset, even if'still to a pliable form (preferably non-tacky
when excluded from ambient air), the material nonetheless
can be deformed at the elevated temperature (i.e.; above
ambient) required or chosen for reshaping of the thermoset
acrylic material sheets without any substantial degradation of
the laminate including the attachment of the polyester system
to the acrylic material.

As used herein the term “curving” (and any derivative
thereof eg; “curve” or “curved”) encompasses any mechani-
cal manipulation of the precursor laminate that provides a
three dimensional out come from the planar laminate eg; a
curve of any shape, any bulge, any fold, etc. and includes part
only of the overall precursor laminate sheet or all of it.

As referred to herein the term “laminate” preferably refers
to a planar or curved sheet where the outer sheets (eg; of
thermoplastic) and the interposed material of the polyester
system is substantially coextensive. In some applications
however this need not be the case, i.e.; there can, if desired, be
unmatching of the outer sheets with respect to each other
and/or one or both of the outer sheets with respect to the extent
of'the interposed polyester system, eg; if desired, some parts
of an overall laminate could have direct fixing of one outer
sheet to the other whilst other regions thereof have the poly-
ester system interposed between such sheets.

Asused herein, the term “forming” refers to any process by
which the shape of a sheet is altered and includes, but is not
limited to, bending, shaping, stretching, compressing, curv-
ing or arching a sheet.

As used herein, the term “styrene resistance” refers to the
ability of the thermoplastic sheet(s) to resist the corrosive
effect/attack of styrene. Itis likely to relate to the resistance of
the sheet to solubilisation by or in styrene. Styrene is present
for example in one preferred thermoplastic resin.

As used herein, the term “transparency” refers to allowing
oflight to pass through the glazing without causing distortion,
loss of clarity, or altering light transmission.

Asused herein, the term “haze” refers to dullness or cloudi-
ness. This can occur due to incompatibility of a resin with the
outer sheets. For example the inner surface of the sheet
becomes stressed and can react by separating its surface, and
in severe cases complete delamination.

“Elongation” or “Flongation at break™ is a standard mea-
sure for the amount a sample can stretch as a percentage of
original length before it fails or breaks.

“Glass transition temperature” in respect of the resin
means the temperature at which a reversible change occurs in
the resin to undergo a rather sudden transition from a hard,
glassy, or brittle condition to a flexible or elastomeric condi-
tion.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENT

This invention relates to a laminate material comprising a
layer of thermoset resin inserted between two or more ther-
moplastic sheets. The preferred thermoplastic sheets are of
acrylic, or polyethylene terphthalate glycol (P.E.T.G.).

FIG. 1 illustrate such a laminate, with outer sheets 1, of
acrylic, or PE.T.G. and an inner layer 2 of resin. The thickness
of the laminate when complete can vary depending on the
thickness of the resin inserted between the thermoplastic
sheets and also to the number and thickness of thermoplastic
sheets and resin employed. FIG. 2 illustrates such a multi-ply
laminate.

There have been several attempts to provide laminates
using various forms of plastic sheets and protective cover-
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ings. Although this invention was initially developed as an
alternative to glass for use in the building and construction
industry, the invention has wide reaching applications as a
result of the lightweight, extreme strength and formability of
the laminate panel. For example, the panel can be formed or
worked to construct boat hulls, vehicle construction including
monocoque assembly and outside panels, furniture, house-
hold appliances and a wide variety of manufactured goods. It
should therefore be regarded as a construction and manufac-
turing material.

The simplest embodiment of the laminate material of the
invention is a single layer of thermoset polyester resin sand-
wiched between two layers of thermoplastic acrylic, or
PE.T.G. (as illustrated in FIG. 1).

One preferred method of preparing the laminate sheet is a
continuously manufactured process by which the two sheets
are brought together and injected with the unsaturated poly-
ester resin at the correct temperature and humidity required
for the resin curing process. The resin is bonded with the outer
sheets. One alternative method of preparation is a batch pro-
cess involving assembling the two outer sheets in a parallel
arrangement in a jig or equivalent, and pouring or injecting
the resin between the sheets.

Another alternative is to manufacture the resin to the
required thickness in sheet form, or in continuous form. The
continuous resin can be then rolled and stored onto a drum
ready for introduction to manufacturing process. When ready
the two outer thermoplastic sheets can be heated and pressed
either side of the solidified resin (which may have been
heated) to create a solid ply. The bonding between the resin
and sheets must be controlled accordingly.

One further aspect of the invention relates to a method of
forming or shaping the laminate and the ability of the lami-
nate to be formed. Once prepared the laminate is then heated
to a temperature, at which the laminate can be formed or
shaped, and then forming or shaping the laminate to a desired
curvature and configuration. This invention includes the
forming of a laminate in both single and complex curvatures.
For example, a curvature shape, a corrugation shape and a 90°
angle are achievable with the present invention after a ther-
moforming procedure.

a) Thermoplastic Sheets

The preferred outer sheets of the laminate can be of acrylic
or P.E.T.G. sheeting.

By acrylic we mean a material composed of various clear,
thermoplastic resins obtained from acrylic acid and its deriva-
tives, and from raw natural sources such as petroleum and
natural gas. moulded, and thermoformed. By PE.T.G. we
mean glycol-modified terephthalate glycol.

All of the above preferably have inherent chemical resis-
tance to the styrene as one preferred thermoset resin contains
styrene. Sheets that have insufficient styrene resistance (i.e.
are likely to dissolve in or disintegrate upon contact with,
styrene) are subject to poor adhesion, break down of the sheet
surface due to the corrosive reaction build up on the contact
face to be bonded.

An alternative approach to the styrene resistance require-
ment is the use of a styrene resistant coating on the sheeting
prior to exposure to the resin. This is a protective coating
acting as a barrier between the sheeting and the resin, as
would be contemplated by one skilled in the art.

Standard acrylic plastic sheet is a more cost effective mate-
rial with good optical properties, and less resistant to scratch-
ing in comparison to P.E.T.G. Further, the less cross linked the
acrylic structure, the more suitable for the laminate of the
invention as the free methyl methacrylate sites can cross link
with the resin as discussed below. However, all materials are



US 9,168,693 B2

11

employed within the scope of the invention. The laminate can
contain two (or more) layers of acrylic; or two (or more)
layers of PE. T.G.

b) The Resin Material

As would be known by one skilled in the art there are a
number of thermoset resins which are capable of bonding two
thermoplastic sheets together. However the resin suitable for
the laminate of the invention must have the following char-
acteristics—

An unsaturated polyester resin

Elongation at break characteristics sufficient to allow ther-
moforming of the laminate. Preferably an elongation
over 150%; more preferably an elongation of around
170% or higher.

A low glass transition temperature, which is less than
ambient temperature.

The preferred use of styrene as the monomer. Preferred
styrene content is in the range 40-45%. Most polyester
resins are viscous, pale coloured liquids consisting of a
solution of a polyester in a monomer. The addition of
styrene in amounts of up to 50% helps to make the resin
easier to handle by reducing its viscosity. The styrene
also performs the vital function of enabling the resin to
cure from a liquid to a solid by ‘cross-linking’ the
molecular chains of the polyester, without the evolution
of any by-products. In the case of the current laminate
invention we believe the styrene also has the role of
softening the thermoplastic layers of the outer sheeting
thereby assisting in the bonding process. In the case of
acrylic sheeting the styrene may also be cross linking
with unsaturated methyl methacrylate sites.

For use in moulding, a polyester resin can benefit from the
addition of several ancillary products. In particular a
catalyst is required in the invention. The catalyst is
added to the resin system shortly before use to initiate
the polymerisation reaction. The catalyst does not take
part in the chemical reaction but simply activates the
process. Accelerators may also be used to speed up the
curing process.

Upon addition of the catalyst, in the presence of the sty-
rene, the styrene cross-links the polymer chains in a poly-
merisation process, to form a complex three-dimensional net-
work. This is the curing process.

Care is needed in the preparation of the resin mix prior to
moulding. The resin and any additives must be carefully
stirred to disperse all the components evenly before the cata-
lyst is added. This stirring must be thorough as any air intro-
duced into the resin mix affects the quality of the final moul-
ding. This is especially so when laminating with layers of
reinforcing materials as air bubbles can be formed within the
resultant laminate which can weaken the structure. It is also
important to add the accelerator (if any) and catalyst in care-
fully measured amounts to control the polymerisation reac-
tion to give the best material properties. Too much catalyst
will cause too rapid a gelation time, whereas too little catalyst
will result in under-cure.

An alternative monomer to styrene is methyl methacrylate.
This is also within the scope of the invention.

Preferred Resin

One preferred resin we use is NC0OO7 resin. This is a flex-
ible, low viscosity, clear unsaturated polyester resin in styrene
monomer. It is preferably prepromoted (i.e. pre-mixed
together and batched prior to the introduction of the catalyst).
We recommend that it should be gelled and cured with
between 0.75 and 2% of a medium reactivity MEKP catalyst.
MEKP (Methyl Ethyl Ketone Peroxide, a free radical initia-
tor) is the catalyst added to polyester resins and vinyl ester
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resins. As the catalyst mixes with the resin, a chemical reac-
tion occurs (as mentioned previously), creating heat, which
cures (hardens) the resin.

NCO007 TYPICAL LIQUID PROPERTIES:

Viscosity @ 25° C. 1.5 ps

Gel time @ 25° C. 1% MEKP 45 minutes
Volatile content 36%
Appearance Clear pale pink

NC007 TYPICAL PHYSICAL PROPERTIES:

170%
3.2mPa

% elongation at break
Tensile strength

The performance and characteristics of this resin during
thermoforming is crucial to the success of the laminate.

Our preferred resin has an elongation percentage capacity
of'around or above 150%. This particular resin has an elon-
gation at break of around 170%. It must be worked at between
105° C. and 120° C. At these temperatures we observe
increased malleability allowing the molecules to stretch,
settle, and when cooled hold their elongation and adhesion to
the sheet surface. This can be shown in FIGS. 3 and 4. FIG. 3
shows the laminate structure prior to forming including resin
41 and thermoplastic layers 42.

(a) During the heating process the molecules of the resin
begin to change shape and expand as the laminate prod-
uct becomes more malleable. When the heating process
begins prior to the forming and shaping process, the
molecular structure of the internal resin within the lami-
nate changes shape from being circular and honey
combed to a more elongated state and stretches along the
laminate surface as it is bent into shape.

(b) When the temperature of all layers reach the desired
forming temperature of between 105° C. and 120° C.
forming is commenced. The time that the temperature
takes to produce the penetration required will depend on
the thickness of the ply being formed. FIG. 4 illustrates
the change in structure of the resin 41 and thermoplastic
layers 42 upon heating.

The fact that the product can be laminated, then put through

a thermo-forming process which involves the heating of the
finished product, bending or forming into any shape, and
when cooled retains its form without delamination and loss of
tensile strength is a surprising outcome. The controlled envi-
ronment and the factors necessary to ensure that the forming
process is successful allow the laminate product to change in
molecular structure at exactly the right time and effect to
produce a successful and different structural outcome.
Catalyst for Resin Curing

As mentioned above, a catalyst is required to cure the resin.
It acts as an initiator for curing the resin. The general catalyst
type suitable for the invention is a free radical inhibitor,
preferably a MEKP (methylethyl ketone peroxide catalyst).
One catalyst we have used successfully is our FO0826 coded
Catalyst (MEKP 40%) QC. It is a MEKP catalyst, with the
following components:

30-70%
30%

Dimethyl phthalate/dipropylene glycol phlegmatiser
Methy! ethyl ketone peroxide
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-continued

Methyl ethyl ketone
2 ,4-pentanedione peroxide

0-10%
0-10%

It has a self-accelerating decomposition temperature
(SADT) of approximately 60° C.

Gel and Cure Times; Procedure

Gel time refers to the point at which the catalyst and resin
have crossed from an unstable liquid state to a state of at least
semi hardness, or state of stability. If the early part of the
curing or bonding (to the outer sheets) is disturbed then this
could result in ultimate delamination. However, there is a
time during the gel stage, before full cure, when the sheet may
be manoeuvred, cut, and stored for a full cure time. It is
important not to lift, bend or stress the sheet but rather to slide
and manoeuvre the sheet along an aerated flat bed surface or
flat belt feed table/conveyer.

The set time——refers to the point in time in which catalyst
and resin complete cure and full adhesion to the sheet surfaces
has occurred.

The time of complete cure and set will depend on the
manufacturing process being used. By maximising the
amount of catalyst and or accelerators and heating the NC007
system will dramatically accelerate the cure time. However
whatever process is used a recommended period of 12 hours
in storage prior to use.
¢) Preparation of the Laminate

As mentioned previously, there are 3 main ways like lami-
nate or the invention can be prepared. A batch process, (e.g.
using a jig to hold sheets in place), a continuous process
whereby the resin is poured or inserted between the sheets in
a manufacturing line or alternatively using three solid sheets
(two thermoplastic with the resin) and placing in contact with
heating. The batch process is illustrated in the Examples.
Typically in the batch process an amount of resin is mixed
with the corresponding amount of catalyst using a mechani-
cally assisted paddle. It is stirred for 2 minutes, allowed to
stand for 2 minutes, or vibrated to allow excess air bubble
removal. The formula is then poured directly into the cavity
sample held within the cradle, a fine brass meshed funnel is
used to further assist mixing and aiding in further removal of
trapped air bubbles.

One form of continuous process could be as illustrated in
FIG. 11. This involves applying two outer thermoplastic
sheets to pre-mixed resin. The variants of this include using
simply pre-mixed (still runny) resin; semi-set (jelly-like)
resin and fully set resin which is then heated to soften and
applied. The Figure illustrates a semi-set resin 121 and rolls of
outer skin 122. The laminate proceeds through press rollers
123 to a mobile caterpillar pressure plate 124. An outer edge
dam rubber or caterpillar rotating outer edge seal is optional
(to prevent overflow of liquefied resin during manufacture).

It should be noted that often thermoplastic sheeting is
supplied from the manufacturer with a protective plastic or
paper. This can be on one or both side(s). It should be removed
prior to laminate preparation.

d) The Bond Between the Acrylic/P.E.T.G and the Resin

As mentioned previously, the bond between the resin is an
important feature of the invention. In the preferred embodi-
ment the resin includes 30-45% styrene content. This styrene
plays an important role in the preferred bond formation. With-
out being bound by the following theory we believe the pres-
ence of the styrene can soften the surfaces of the outer ther-
moplastic layers and allow some penetration of the resin.
Further we believe it is able to cross link with the outer
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thermoplastic layers to create the bonding. For example with
acrylic outer sheets, the styrene monomer of the resin is able
to cross link with any residual methyl methacrylate sites of
the acrylic.

e) Bending/Forming the Laminate

The thermoforming or shaping process is one preferred
forming method. It involves forming the flat laminate sheets
into the desired shape by concentrating the required heat, in
and onto a particular area rather than the system of having the
whole sheet oven heated. Thus a particular area of the sheet
may be bent/shaped at a temperature which the acrylic, or
PE.T.G softens and the unsaturated polyester resin changes
consistency such as will allow the panel or sheet to be formed
into the desired shape.

Commonly in the art forming occurs via strip forming. This
involves heating a sheet from one side, relying on one radiated
heat source to pass through the entire sheet prior to bending.

The single side heating approach is efficient and acceptable
for normal and standard non-ply sheet. However it is not
preferred for our laminate (but is still possible under certain
conditions).

The temperature and time need to penetrate our ply sheet
samples is critical as an undesired annealing process can take
place if the temperature is too high for too long. The time and
temperature required to penetrate our ply sheet with a single
heat strip forming bar/heating from one side may result in an
annealing effect of the heat exposed side of the sheet resulting
in crazing, shattering or snapping the outer sheet to splitting
the core ply and delamination during the forming process. We
use a process of directing a heat source from both top and
bottom, allowing a deeper more even penetration meeting
toward the core of the ply. For a particular laminate structure
there will be a desired temperature and time period to bring
about correct malleability and prevent an annealing of the
sheet surface and delamination a and fault. It is therefore
important to not exceed the correct forming temperature and
time period.

) Optional Features

i) Mar Coating

An optional mar coating can be used to enhance resistance
to abrasive or chemical attack. While two-side coated lami-
nate (i.e. on the outer sides of the laminate) provides maxi-
mum protection, one-sided coated laminate offers economi-
cal advantages for application where only one side of the
sheet is exposed.

ii) UV Protection

We can include UV inhibitors within the thermoset resin in
order to enhance the UV resistance of the laminate. The UV
resistance enhances the properties of the laminate as a build-
ing material (by protecting what is inside the building) but
also increases the longevity of the laminate itself.

iii) Colour/Tinted/Clear

It is possible to provide a colouring/tinting finish to the
laminate by use of coloured or tinted thermoplastic sheeting.
Both opaque and translucent laminates can be prepared by
appropriate selection of the sheets. Alternatively transparent
thermoplastic sheeting can be used and we can tint or colour
the thermo set resin as would be known by one skilled in the
art. Colouring of the resin mix can be carried out with pig-
ments. The choice of a suitable pigment material, even though



US 9,168,693 B2

15

only added at about 3% resin weight, must be carefully con-
sidered as it is easy to affect the curing reaction and degrade
the final laminate by use of unsuitable pigments.

iv) Fire Retardant

As shown in FIG. 5, fire retardant materials can be added to

the thermoset resin 60, which is sandwiched between the
outer thermoplastic sheets 42. It is likely a drop in transpar-
ency will be the result of this however.

v) Fillers

We can also use filler materials within the resin for a variety

of reasons including:
To reduce the cost of the moulding
To facilitate the moulding process
To impart specific properties to the moulding
Fillers are often added in quantities up to 50% of the resin
weight although such addition levels will affect the flexural
and tensile strength of the laminate. The use of fillers can be
beneficial in the laminating or casting of thick components
where otherwise considerable exothermic heating can occur.
Addition of certain fillers can also contribute to increasing the
fire-resistance of the laminate.
vi) Other Possibilities
Other vinyls, metallic panels, such as aluminium, and fire
retardant materials may be bonded and pressed to the outer
layer of the resin sheet for requirements and cosmetics in the
building industry. We can also place transfers, articles, and
objects such as solar pick up panels within the resin formula
within the cavity creating a solar glazing panel.
g) Advantages of the Laminate of the Invention

One preferred embodiment of the laminate sheet of the
invention provides one or more of the following advantages
when compared to glass:

Improved optical clarity

Ease of fabrication

Abrasion resistance

Lightweight—half weight of glass

Chemical resistance

Strength—improved impact strength compared with glass

Improved acoustic resistance

Workable—skill saw cutting, drill and router

Thermal resistance

Thermoformability

h) Blue Effect/Hazing

At times the product laminate can have hazing or blue

lining. This tends to be due to one of three causes:

1) the eftect of refraction due to the fibre optic effect of the
sheet and formula eg; the edge of the sheet when
exposed to light absorbs the light and allows light to
travel the length of the sheet (see FIG. 10). At cure if
there is a significant distortion in the outer sheet surface,
or detour of the line of light travel, internal reflection
may result, giving the appearance of a light blue, smoke
haze.

2) The incorrect catalyst mix can cause the inner cavity
formula to appear cloudy rather than having the same
light refraction as the acrylic sheet, again causing inter-
nal reflection.

3) There is the possibility that the inner cavity sheet surface
has been slightly tainted due to the percentage of non-
styrene resistance.

Remedy for blue hazing:

The outer edge of the sheet can been sealed to prevent light

travel;

Ensure the jig or other setting apparatus results in a flat

surface for curing;

Ensure the correct catalyst mix percentage

Ensure the correct sheet/styrene percentage

Use a range of translucent tints.
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EXPERIMENTAL

Example 1

One Preferred Formulation

The tests samples 300 mmx300 mm of continuous and cell
cast acrylic called Shinkolite™ of Mitsubish Rayon, Japan
were used. They were set in place in the jig to prevent distor-
tion and set at 30° angle for pouring so any air bubbles may
rise. Vibration can be applied to speed the release of any air.

The mixture of resin and Catalyst were as follows

Resin NC007 500 grms

Catalyst NA1 5 grms

Mix time 2 min

Mix temp 20°

Mix humidity 62%

Setting temp 22°

Humidity 67%

The sample pour can remain in upright in the jig during the
cure process in a hot box. Alternatively the entry hole (used
for the filling) can be plugged and then sample laid flat for
curing in the hot box.

Generally samples should be left at least 8 hours before
handling. In order to speed this up post-curing can be used.

Post curing can be a matter of preparing the catalyst within
the resin some time prior to the pour so as the gel time can be
due at introduction to the cavity rather than the gel time being
to long within the sheet on the table therefore slowing down
production. Ideally while the process is continually on the
move the sheet should be at gel stage after five or so meters
ready for cutting to length and storage. More catalyst and the
heating of the sheet and resin during pour would speed up the
cure time dramatically also. We can also add a gel accelerator.

Example 2

Cleaning and Preparing Cavity Side of Sheet

This can be necessary due to possible contamination from
the various adhesives used with protective plastic wrap,
which can be applied by some manufacturers. Simply, the
adhesive glue is removed with an appropriate cleaner. We
have used methylated spirits (both industrial and household)
but find iso propyl Alcohol is the most preferred. The pre-
ferred cleaner will depend upon the different wraps used by
the different manufacturers.

Alternatively we use the acrylic, or PE.T.G. sheeting pro-
vided as a sheet or roll without the protective coating, or used
on one side only. The protective coating would be left on the
outside of the laminate sheets (i.e. not on the side of the sheets
in contact with the resin).

Example 3

Pour Conditions

One preferred resin used in the laminate manufacture is our
NCO007 resin. It is a dissolved styrene unsaturated Polyester
Resin.

The following Table B presents our investigations of pour
conditions of the P.E.T.G. and acrylic sheeting with this resin.
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Mix Mix Box Box Resin Set
Sample Date temp  hum temp hum g Catg time Result
Taiwan cast 16 Oct. 2005 20°C. 62 22°C. 67 500g 5g1% 8hrs Good no
Acrylic crazing
Taiwan cast 17 Oct. 2005 21°C. 58 32°C. 67 500g 5g1% 8hrs  Notgood
Acrylic crazing
Taiwan cast 18 Oct. 2005 21°C. 63 36°C. 65 550g 4g 8hrs  Not good
Acrylic 0.75 crazing
Taiwan cast 19 Oct. 2005 22°C. 64 22°C. 58 550 4g 6 hrs Good no
Acrylic 0.75 crazing
Asia Poly cast 20 Oct. 2005  21°C. 65 22°C. 58 500g 5g1% 6hrs Good no
Acrylic crazing
Asia Polycast 21 Oct. 2005  23°C. 63 36°C. 65 550g 4g 8hrs  Not good
Acrylic 0.75 crazing
Asia Poly cast 22 Oct. 2005  21°C. 67 18° 58 550g 4g 8 hrs Good no
Acrylic 0.75 crazing
Mitsub Japan 23 Oct. 2005 18°C. 64 18°C. 58 550g 4g 8 hrs Slight
C/cast Acrylic 0.75 crazing
Mitsub Japan 24 Oct. 2005 20°C. 64 22°C. 58 500g 5g1% 8hrs Slight
C/cast Acrylic crazing
Australia High 25 Oct. 2005 22°C. 65 18°C. 58 550g 4g 8 hrs Slight
Impact Acrylic 0.75 crazing
Australia High 26 Oct. 2005  19°C. 66 18°C. 58 500g 5g1% 8hrs Slight
Impact crazing
extruded
Acrylic
PTEG 27 Oct. 2005 20°C. 64 18°C. 58 500g 5g1% 8hrs Translucent
Blue non UV Hazy
PETG 28 Oct. 2005  18° C. 66 18°C. 64 550g 4g 8 hrs Translucent
Blue non UV 0.75 Hazy
Size: 300 mm x 300 mm x 2 mm thick
Temperature, mix, and times of test sample sheets
(All samples methylated spirit cleaned)
35

FIG. 8a illustrates the end view of the pour apparatus. The
outer edge seal/dam rubber is made up of a closed cell pve
foam sealing tape 25 mm in width with a single adhesive side
91. After the 300 mmx300 mm sample sheet (of acrylic or
PETG) 92 is prepared and cleaned the tape is laid out and cut
to length, protective tape removed from one side exposing the
adhesive. The tape 91 is then placed adhesive side down
around outer inside edge of the sheet 92. Joins in the tape 93
at the corners need to be sealed with Soudal High Tak sealant
orequivalent polyester compatible sealant. Then Soudal High
Tak sealant was applied to the exposed top surface of the pve
sealant tape giving adhesive seal for the top sheet.

A gap 94 at the two top corners is essential for the filling of
resin and escape of air. The dam rubber must be compatible
with the resin formula, if not the resin will seep into the dam
seal drawing resin away from the sheet along the outer edges,
causing delamination as illustrated in FIG. 9. FIG. 9 shows
delamination and air gap 98 due to resin soaking into the
rubber dam seal 99.

At the time of mixing care needs to be taken not to allow
over speed of mixing machinery as this can over aerate the
formula, if this happens a period of time is needed to allow the
bubbles to surface otherwise vibration of the curing frame is
necessary.

Small amounts of air may enter the formula while pouring,
while rising to the surface the outer edge bubbles can at times
cling to the side edges of the rubber this is not a problem as the
edge is cut away after cure air bubbles within the sheet do not
cause delamination or contamination but rather a cosmetic
nuisance.

With reference to FIGS. 7a, b and ¢ (cross sectional, side
and perspective views) a jig apparatus 80 was prepared for use
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with all samples. This enabled the sheets 81 to be held parallel
whilst the resin was poured from above.

The jig was engineered from 15 mm thick Acrylic sheet 81
and braced horizontally with 10 mm ribbing 82 and held in
place using nuts 83. It was important not to over-tighten the
outer edge of the jig as a concave appearance will show on the
final product resulting in visual distortion to the sample.

Example 4
Annealing

As discussed previously, styrene resistance of the outer
thermoplastic sheeting is an important feature of the inven-
tion. Our preferred invention uses sheeting which has an
inherent styrene resistance. However it is also possible to
anneal the sheeting prior to incorporation into the laminate in
order to impart styrene resistance.

The following Table A relates to annealing Sample plates
of'Acrylic and PETG sheet sourced from various plastic sheet
manufacturers, Samples sheet size, 3 mm Thickx150 longx75
mm wide, these where then cleaned with isopropyl-alcohol,
placed into a cool oven on a flat non stick surface. Some
samples were placed between sheets to prevent blistering or
distortion. They were heated to the stated conditions and
allowed to cool down over a period of 1 hour.

Samples were then re-cleaned, a dam rubber applied to the
outer inner edge sealed and poured (under specific humidity
and temperature conditions) with the resin formulation
NCO007 then placed into a preset temperature and humidity
controlled environment for completion of cure.
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TABLE A
Sample Time inoven Temp ° C. Results Comments after pour
2 mm 1 Hour 80-90° C. Good Slight bow Slight ~ Not poured due to
Asia Poly Cast Meth blistering Lamp only blistering, would give false
cleaned readings
2 mm 1 Hour 80-90° C. Good slight bow Slight  As above
Asia Poly cast blistering Lamp only
Non Meth cleaned
1 mm 1 Hour 80-85° C. Severe blistering and As above
PTGE (blue) curling
Meth cleaned Lamp only
1 mm 45 Min 50-60° C. Blistering and curling As above
PTGE (blue) Lamp only
Meth cleaned
1 mm 45 Min 70-80° C. Placed between sheets of  Slight hazing but
PTGE (blue) glass translucent colour could be
Meth cleaned Excellent result added Good bonding
1 mm UV protected
PTGE (red) Test to be carried out plus
Meth cleaned comparison between
results of blue non-UV
PETG
1 mm 2 Hours  75-80° C. Placed between sheets of  Slight hazing but
PTGE (blue) glass translucent colour could be
Meth cleaned Excellent result added Good bonding
2 mm Asia Poly 1.5 Hours  95-98° C. Placed on heat proof No crazing
Cast/Meth Cleaned paper Good bonding
2 mm Asia Poly Cast 1.5 Hours  95-98° C. Placed on heat proof As above
Non Meth Cleaned paper
2 mm Taiwan 1.5 Hours  95-98° C. Placed on heat proof As above
Continues Cast paper
Meth Cleaned
Taiwan 1.5 Hours  95-98° C. Placed on heat proof As above
Continues Cast paper
Non Meth
Cleaned
2 mm Japanese 1.5 Hours  95-98° C. Placed on heat proof As above
Continues Cast paper
Meth Cleaned
2 mm Japanese 1.5 Hours  95-98° C. Placed on heat proof As above
Continues Cast paper
Meth Cleaned
40

Preferred sheet Shinkolite from Mitsubishi Rayon Japan

In general there was much improvement in the crazing of
the samples. Results of the annealing studies showed styrene
resistance can be imparted. However this is an inefficient and
costly method of doing so. Thus whilst being within the scope
of the invention, it is not a preferred step or characteristic.

Example 5
Forming/Folding of the L.aminate

We tested a number of different combinations for their
ability to thermoform. One preferred laminate consisted of
two opposite outer layers of 2 mm acrylic sheet with an inner
cavity barrier layer of 2 mm resin formula, forming an overall
6 mm sandwich or ply material for testing. The acrylic sheet
used was Shinkolite (Mitsubishi Rayon Japan) though other
suppliers can also provide suitable acrylics. The inner cavity
material consisted of unsaturated polyester resin formula
with 0.75 w/w (weight for weight) catalyst, e.g. 7.5 grams per
liter of resin formula forming the said sandwich/ply sample,
with an overall thickness of 6 mm.

Four samples of 300 mmx300 mmx6 mm thick were pre-
pared. The pre poured sheet was poured at a room temperature
01'20° C. and a humidity of 65% with curing time 6 hours, gel
set time 1 hour. The sheets were placed in sealed controlled
atmosphere, temperatures pre set to 20° C. Humidity 65%.
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We attempted to pinpoint an optimum temperature for the
maximum achievable curvature through a process of thermo-
forming.

Apparatus: Flat bed fan oven with an internal flat floor
layer of Teflon mesh to prevent possible adhesion of test
product to oven interior, having also a sealed glass inspection
door for viewing.

Method: Place sample face down onto the Teflon oven
base, the preheated oven temperature being 110° C., for a
period of 10-12 minutes.

The sample sheet is then corner test lifted by a cotton-
gloved hand. When the edge is at a stage of malleability the
ply sheet is then removed by sliding a flat spatula underneath
to prevent pre-distortion and unnecessary exaggerated move-
ment.

Forming method: Various Formed structures of ply MDF
sheet curvature were prepared prior to sheet extraction from
oven to a bench top so there is limited chance of movement as
the sheet is clamped and manipulated over the chosen shape.
To maximize the stress and to identify failure point of the
experiment, a 45° angle with various degrees of sharpness at
curvature was used.

The hot sheet was then directly placed over the mould and
manipulated by hand to form and take the general shape of the
mould, then at the latter stage clamped, secured and set in
place to re cure. This is illustrated in FIG. 6. The heat source
71 is a double sided heat source applied to the laminate 70.
Single sided heating is not ideal for our laminates.
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Results of forming:

No crazing

Delaminating centrally and along outer edging only

occurred when the sample sheet was left to form and
hold the intended shape without pressure and forced
forming.

Results: We found that in all cases using severe curvature
(45 degrees or more) it is necessary to have a complete mar-
rying of the ply forms equal to outer e.g. having the sample
sheet pressed between equal outer curvatures therefore the
sample sheet becomes a cavity between the outer moulds, a
pressure of 2 kilos is sufficient. It is preferably to allow a time
of between 12 to 15 minutes before release.

Where in the foregoing description reference has been
made to elements or integers having known equivalents, then
such equivalents are included as if they were individually set
forth.

Although the invention has been described by way of
example and with reference to particular embodiments, itisto
be understood that modifications and/or improvements may
be made without departing from the scope or spirit of the
invention.

In addition, where features or aspects of the invention are
described in terms of Markush groups, those skilled in the art
will recognise that the invention is also thereby described in
terms of any individual member or subgroup of members of
the Markush group.

What is claimed is:

1. A method of curving a planar laminate to form a laminate
product having at least one curved area, comprising the steps
of:

providing a planar laminate, said planar laminate compris-

ing two or more sheets of an acrylic or polyethylene
terephthalate glycol (“PETG”) thermoplastic, or sheets
including an acrylic or PETG thermoplastic, spaced by,
but attaching to, an interposed thermoset polyester sys-
tem, wherein, said thermoset polyester system com-
prises a co-reactive monomer, wherein said co-reactive
monomer is styrene or a styrene analog that is present in
the thermoset polyester system in a quantity from
30-55% by weight, and wherein the interposed thermo-
set polyester system has an elongation at break greater
than 150% and a glass transition temperature less than
ambient temperature;

heating the planar laminate to a shaping temperature,

wherein said heating step involves concentrating heat in
and onto a particular area of the planar laminate from
both sides of the planar laminate, without heating the
entire planar laminate, without producing any substan-
tial degradation of the lamination or its component lay-
ers;

shaping the particular area of the planar laminate to the

desired curvature; and

cooling the laminate.

2. A method of claim 1 wherein said heating comprises
heating the planar laminate into the range of from 105° C. to
120° C.

3. A method of claim 1 wherein one or both sheets is an
acrylic plastic or is at least primarily acrylic plastic.

4. A method of claim 1 wherein said thermoset polyester
system has been prepared at least in part from (A) carboxylic
acid(s) or dicarboxylic acid(s) with (B) a component or com-
ponents providing (a) hydroxyl(s) and/or dihydroxyl(s).

5. A method of claim 1 wherein said thermoset polyester
system has been prepared at least in part from (A) carboxylic
acid(s) or dicarboxylic acid(s) with (B) a component or com-
ponents providing (a) hydroxyl(s) and/or dihydroxyl(s), and
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wherein said thermoset polyester system involves a co-reac-
tive monomer, and wherein said co-reactive monomer is sty-
rene that is present in the thermoset polyester system in a
quantity of/from 35-45% w/w.

6. A method of claim 1 wherein the thermoset polyester
system is of a polyester resin containing ethylenic unsatura-
tion is present in the range of from 45-70% w/w.

7. A method of claim 1 wherein the thermoset polyester
system is or has been catalysed by free radical initiators.

8. A method of claim 1 wherein the thermoset polyester
system is or has been catalysed by a peroxide free initiator.

9. A method of claim 1 wherein the thermoset polyester
system is or has been catalysed by MEKP (Methyl Ethyl
Ketone Peroxide).

10. A method of claim 1 wherein the thermoset polyester
system is or has been catalysed by a peroxide free initiator,
and wherein a metal salt promoter is present.

11. A method of claim 1 wherein the thermoset polyester
system is or has been catalysed by free radical initiators, and
wherein the level of any such initiator is no more than about
2% w/w of the polyester system prior to the thermoset.

12. A method of claim 1 wherein the thermoset polyester
system is or has been catalysed by free radical initiators, and
wherein the level of such an initiator is less than 1% w/w of
the thermoset polyester system.

13. A method of claim 1 wherein the lamination of the
laminate involves the laying between flat sheets, or the laying
on one flat sheet and subsequent placement of the second flat
sheet, of a liquid polyester resin system and thereafter allow-
ing its thermoset.

14. A method of claim 1 wherein the lamination of the
laminate involves the laying between flat sheets, or the laying
on one flat sheet and subsequent placement of the second flat
sheet, of a liquid polyester resin system and thereafter allow-
ing its thermoset, wherein the polyester resin system is a mix
of:

45-70% w/w unsaturated polyester resin containing ethyl-

enic unsaturation,

30-55% w/w styrene,

less than 2% w/w MEKP, and

less than 2% w/w metal salt promoter.

15. A method of claim 1 wherein the thermoset polyester
resin system is mixed in the temperature range 18 to 22° C.

16. A method of claim 1 wherein the thermoset polyester
resin system is set at temperature(s) in the range 20° C. to 24°
C.

17. A method of claim 1 wherein the thermoset polyester
resin system is mixed at a humidity in the range 57% to 67%.

18. A method of claim 1 wherein the polyester resin system
is allowed to thermoset at a humidity in the range of from 57%
to 75%.

19. A method of claim 1 wherein the surface of the or any
acrylic plastic which is to interface with the thermoset poly-
ester system is a clean face substantially free of release agents
and/or migrating materials from any removed cover sheet.

20. A method of claim 1 wherein the surface of the or any
acrylic plastic which is to interface with the thermoset poly-
ester system is a clean face substantially free of release agents
and/or migrating materials from any removed cover sheet,
wherein the surface of the sheet(s) has been subjected to
cleaning with a solvent.

21. A method of claim 1 wherein the surface of the or any
acrylic plastic which is to interface with the thermoset poly-
ester system is a clean face substantially free of release agents
and/or migrating materials from any removed cover sheet,
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wherein said sheet(s) has had the surface thereof to be pre-
sented to the polyester system, prior to its thermoset, cleaned
with isopropyl alcohol.

22. A method of claim 1, wherein said without producing
any substantial degradation involves some deformation of
each layer but does not lead to any substantial detachment of
the thermoset polyester system attachment to each said sheet.

23. A method of claim 1 wherein throughout the curving
process the interposed polyester system has remained non-
liquid.

24. A method of claim 1, wherein the planar laminate is
transparent.

25. A method of claim 1 wherein the thermoset polyester
system layer is at least 0.5 mm thick and accounts for from 5%
to 40% of overall laminate thickness.

26. A method of claim 1 wherein the thermoset polyester
system layer is at least 1 mm thick.

27. A method of claim 1 wherein the planar laminate is a
transparent planar laminate comprising two or more sheets of
a transparent thermoplastic, or sheets including a transparent
thermoplastic (same or different), spaced by, but attaching to,
an interposed transparent thermoset polyester system,
wherein the thermoplastic layers attach to the polyester sys-
tem by both

cross linking with free unsaturation in acrylic material,

free monomer solvation of acrylic material,
and wherein each thermoplastic layer is an acrylic or
PETG,

and wherein all layers of the planar laminate are heated to
a temperature or temperatures unable to melt any layer
of'the planar laminate to a liquid form.

28. A method of claim 1 wherein the planar laminate is a
transparent planar laminate comprising two or more sheets of
a transparent thermoplastic, or sheets including a transparent
thermoplastic (same or different), spaced by, but attaching to,
an interposed transparent thermoset polyester system,
wherein all layers of the planar laminate are heated to a
temperature or temperatures unable to melt any layer of the
planar laminate to a liquid form, and wherein the transparent
laminate is greater than 3 mm thick.

29. A method of claim 1 wherein the planar laminate is a
transparent laminate comprising two or more sheets of a
transparent thermoplastic, or sheets including a transparent
thermoplastic (same or different), spaced by, but attaching to,
an interposed transparent thermoset polyester system,
wherein all layers of the planar laminate are heated to a
temperature or temperatures unable to melt any layer of the
planar laminate to a liquid form and wherein the thermoset
polyester system is at least 0.5 mm thick and each thermo-
plastic layer comprises an acrylic or PETG.
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30. A method of claim 1 wherein the planar laminate is a
transparent laminate comprising two or more sheets of a
transparent thermoplastic, or sheets including a transparent
thermoplastic (same or different), spaced by, but attaching to,
an interposed transparent thermoset polyester system,
wherein all layers of the planar laminate are heated to a
temperature or temperatures unable to melt any layer of the
planar laminate to a liquid form and wherein the thermoset
polyester system is at least 0.5 mm thick and each thermo-
plastic layer comprises an acrylic or PETG, and wherein the
thermoset polyester system can account for from 5% to 40%
of overall laminate thickness.

31. A method of claim 1 wherein the planar laminate is a
transparent planar laminate comprising two or more sheets of
atransparent thermoplastic, or sheets including a transparent
thermoplastic (same or different), spaced by, but attaching to,
an interposed transparent thermoset polyester system,
wherein all layers of the planar laminate are heated to a
temperature or temperatures unable to melt any layer of the
planar laminate to a liquid form and wherein the thermoset
polyester system layer is at least 1 mm thick.

32. A method of claim 1 wherein the planar laminate is a
transparent planar laminate comprising two or more sheets of
atransparent thermoplastic, or sheets including a transparent
thermoplastic (same or different), spaced by, but attaching to,
an interposed transparent thermoset polyester system,
wherein all layers of the planar laminate are heated to a
temperature or temperatures unable to melt any layer of the
planar laminate to a liquid form and wherein the planar lami-
nate has a performance related to a notional symmetric vari-
anthaving acrylic layers 2 mm thick on the outside with a core
of'a polyester system 2 mm thick, the notional variant being
able without fracture and/or delamination to withstand a chal-
lenge loading in excess of 40 tones into its edges, on its minor
axis if notionally a rectangle of 960x470 mms.

33. A method of claim 1 wherein the planar laminate is a
transparent planar laminate comprising two or more sheets of
atransparent thermoplastic, or sheets including a transparent
thermoplastic (same or different), spaced by, but attaching to,
an interposed transparent thermoset polyester system,
wherein all layers of the planar laminate are heated to a
temperature or temperatures unable to melt any layer of the
planar laminate to a liquid form and wherein the transparent
thermoset polyester resin system is in the form of:

45-70% w/w unsaturated polyester resin containing ethyl-

enic unsaturation,

30-55% w/w styrene,

less than 2% w/w MEKP, and

less than 2% w/w metal salt promoter.

#* #* #* #* #*



